Пап Аегозрасе 1. 


Date: * Monday, 15/12/2008 10:02:28 AM 
User: Julie Dawson 


Process Sheet 


Customer : CU-DAROO1 Dart Helicopters Services Drawing Name : MID TUBE ASSEMBLY 
Job Number : 44076 
Estimate Number : 10469 
|. P.O. Number š Part Number : D3391023 
This Issue : 15/12/2008 5.0. №. : Drawing Number : 03391 REV H 
Prsht Rev. : NC Project Number : МА 
First lssue : 1] Туре : SKIDTUBES Drawing Revision :H 
Previous Run : 44075 Material : 
Written Ву : Due Date : 19/12/2008 


Checked & Approved By Š А А 
Comment : Est.A 05.10.20 New Issue KJ/EC 


Est.B 060210 ECN773dwgrev.D EC 


е С 07.03.20 rev F dwg ЕС 

estD 07.03.28 reformat EC 

е Е 07.10.31 есп 1053P EC 

Est Rev:F ΕΟΝ 1056 07-11-13 DD verified by: ЕС 

Est Rev:G 08-09-08 new process (ecn 08-510) DD verified 
by:EC 

Est Rev:H 08-09-10 revH as per dwg DD verified by:EC 

Est Rev: | 08-11-13 Removed steps per w/o, QC KJ verified by: 
ec 


Additional Product 


. | Ш | | | 
Seq. #: Machine Ог Operation: Description : 
10 D25001100 Skidtube Extrusion 


Шү Ш 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


SKIDTUBE πο 

Pick: 

ду Part Number Description "aa 

1 D2500-1-100 Extrusion (269 а -į ag 


D3391021 Fwd Tube Assembly 


ΠΠ Ш 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Еас (в) 


Fwd Tube Assembly ( 
Batch: Biga 4 2 ONG -{ 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


HII ШО 


Comment: LANDING СЕАК RESOURCE 1 à 
1-Cut tube to finish length as per Dwg D3391 LAAL \ў 


2-Identify as D3391-023 


3-Drill pilot holes using 078796 (Do. not drill "B" holes) and drill only 1 fwd saddle hole on one side only as 


Page 1 | i Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


| | 
| Арргоуа! 
РАТЕ |5ТЕР PROCEDURE CHANGE | Chief Eng/ | Approval 
А Р QC Inspector 


Part No: PAR #: ^ Fault Category: NCR: Yes Мо Рал: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ОУ ЕЗ P 


Mu Ш of NC 
ο mee Mu Ш A Initial Action Description Sign & ОУ С сте! ЕЗ Qc P 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries. NG E 
$ 
HAIFORMS Quality Assurancelapproved QA\NCRWO RevE ко p di 


T BET d и: 


Date: Monday, 15/12/2008 10:02:28 AM 
User: # Julie Dawson 


Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


` y 


, Job Number: 44076: Part Number: D3391023 


| Seq. #: Machine Or Operation: Description : 
per Dwg 03391 


4-Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail "J" 


5-Remove .030" from Fwd indexing Ridge as per Dwg D3391 


6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 AKAS 


7-Deburr 
8-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with paint marker, 


9-Ореп wearplate holes of D3391-023 assembly detail section G-G to 0.250" (14 holes) as per Dwg 03391 
and 2 holes in section Detail "J", do not open wearplate holes of section "J" 


10-Open wearplate holes of D3391-023 assembly detail section H-H to (20.297" (20 holes) as per Dwg 
D3391 


11-Ореп .375" holes to 438" ***do not open fwd saddle holes*** 

` 12-Locate D3391-021 in D3391-023 at 9.00" (see view 7-7) 
13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all remaining fwd saddle holes using DT 
8149 locating from previusly drill .188" dia hole, using t-pins and clicos to ensure perfect allingment, open up 


previusly tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


14- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating from two previusly drilled holes, 
drill remaining wearplate holes into 03391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in D3391-021 using DT8937 
16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 

17- counterbore two aft wearplate holes in D3391-021 as per dwg 

18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube 


005 INSPECT WORK TO CURRENT STEP 


Comment: |NSPECT WORK TO CURRENT STEP 


Page 2 Pk Form: rprocess 


Ë 


| Пап Aerospace Ltd 
| : WORK ORDER CHANGES 


a Approval 
| PROCEDURE CHANGE Chief Eng / Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


DATE | STEP Description of NC Verification | Approval | Approval 


Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date я 


NOTE: Date 8 initial ali entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Паје: Мопдау, 15/12/2008 10:02:28 АМ 


s Julie Dawson Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services | Drawing Мате: МО TUBE ASSEMBLY 
y 


я 


Job Number: 44076 Part Number: D3391023 


Seq. #: Machine Or Operation: Description : 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


ИИИ ми. ΠΠ} 


Comment: HAND FINISHING RESOURCE #1 ΟἿ ~o 
Chemical Conversion Coat as per QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


74, - j 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
D33891 


ШШ Ш 


Comment: Qty.: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
WEB 
Pick: 
Qty Part Number Description Ba 
1 D3389-1 Web E A 1404 0, eq ol G 
AIR Sikaflex-241/-291 
Sikaflex expire ЕН 


Štart gtx Grime: TO 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


JUN HN 


Comment: LANDING GEAR RESOURCE 1 


1-Open float bag holes as per dwg 
2-C'sink float bag holes as per dwg 
3- Prepare tube for welding 


4-Bond web in place as per Dwg D3391 & QSI 015. 
Adhere for 12 hours) 


ЩИ 


INSPEQT WORK ТО CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 


Page 3 Form: rprocess 


Пап Aerospace Па 


W/0: WORK ORDER CHANGES 
DATE | STEP PROCEDURE CHANGE 
Part Мо: __ | РАВ #: Fault Category: NCR: Yes No DQA: 
Resolution: Disposition: QA: N/C Closed: 


NCR: 


(owe ATE | uM of NC 


| uM A 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B V pd cation 


Initial Action Description Sign & pd C 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Approval 
Chief Eng / 


Eaa 
Chief ОЛ 


Арргома! 
ОС Inspector 


Ed 
QC 228 


Date: Monday, 15/12/2008 10:02:28 AM 
_ User: $ Julie Dawson Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


` 


Job Number: 44076 i Part Number: D3391023 


NON 


Seq. #: Machine Or Operation: | Description : 
D36811 Spacer ( 


Comment: Qty: 5.0000 Each(s)/Unit Total: 5.0000 Each(s): 


a HATE ME 09yo 


SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1 WA 
1-Weld crossbolt spacer as рег dwg 03391 ἃ ASI 004 Ah MOP? (2 BE oy 247 


2-grind weld flush ZX eq- 0(-7.0 
10610 | VISUAL INSPECTION ОР GROUND WELDS 


HU ЇЇШЇШЇ 


Comment: VISUAL INSPECTION OF GROUND WELDS 
INSPECT WORK TO CURRENT STEP 


TU | JU 
$7298 


Comment: INSPECT WORK TO CURRENT STEP oy (а 


14.0 POWDER COATING POWDER COATING > ` 
pam “#7 ||| 


Comment: POWDER COATING ~ 
Powder Coat White Gloss (Ref: 4.3.5.1) ав рег 09100543 Д//д 9 4736» | 


START TIME: = 


OVEN TEMPERATURE: 
FINISH TIME: 


INSPECT POWDER COA TICHEMICAL CONVERSION 


NI Jd m 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION Ос -02 02. 
D35911 Bushing 


111 


“Comment: Qty: 2.0000 Each(s)/Unjt tal: 2.0000 Each(s) 
Bushing [^ 


Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval | Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ο МЕ of NC Corrective Action Section B 


E od ΓΞ 
МЕ А initial Action Description Sign 8 E od C Chief ΓΞ ас 
Chief Епа Chief Епа Date 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE p 


Date: Monday, 15/12/2008 10:02:28 AM 
User: ' Julie Dawson Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 44076 Part Number: D3391023 


па | 


Seq. #: Machine Ог Operation: Description : 
SKIDTUBES 1 SKIDTUBESS RESOURCE 1 


I Ши 


Comment: SKIDTUBESS RESOURCE 1 
1- insert D3391-021 into D3391-23 


2- insert T-pins into first and third fwd saddle holes 

3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as per DSI 9364 
4- remove T-pins and locate DT9415 from first and third crossbolt hole using T-pins and clekos 
5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove DT9415 


6- deburr, re-alodine and blow out chips 


7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 


ALS41032130 


Comment: Qty: 22.0000 Each(s)/Unit Total: 22.0000 Each(s) 


"= И 45819 Go) 


or equivalent 
per QSI 017 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Install Inserts as per Dwg 


Comment: INSPECT WORK TO CURRENT STEP 


INSPECT WORK TO CURRENT STEP 


Page 5 Form: rprocess 


Пап Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE chief Eng/ | Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо РОА: Date: 


Resolution: Disposition: ОА: МС Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


aL | of NC | eo E 
ΕΗ aL E A Action Description | ο сте! са ас E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Date: Monday, 15/12/2008 10:02:28 AM 


User: ` Julie Dawson 


Customer: CU-DAR001 Dart Helicopters Services 


Seq. #: Machine Or Operation: 
PACKAGING 1 


Job Number: 44076 
Job Number: 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 
PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 


ТЇЇ 


0621 


FINAL INSPECTION/W/O RELEASE 


Comment: FINAL INSPECTION/W/O RELEASE 


Job Completion 


0 


Page 6 


Form: rprocess 


Пап o Ltd 


WORK ORDER CHANGES 


Approval | 
DATE | STEP PROCEDURE CHANGE Qty | chiereng; | Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ο ΑΤΕ теғ ΝΒ of МС Corrective Action eeclionB | E 225 


ΝΒ Α Initial Action Description Sign & Section | Chief L ас E) 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


SEAL WITH SIKAFLEX-24 1/-291 


Š PRIOR TO INSTALLATION OF D 
WEARSHOES 
D3391-011 P ABRE SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY | VA N г PRIOR TO INSTALLATION OF 5388622042 
D3391-013 AN960C416L WASHER τοσο. 
TRANSFER DRILL THRU M TUBE ASENON APL AFT TUBE ASSEMBLY 
D3391-011 OPEN TO 
@0.438-0.000 
TRANSFER DRILL THRU 29523 
D3391-011 OPEN ТО (20.499 a 
ИЕ AND INSTALL 03591-1 BUSHING ας 
ВЕР 03566-1 САЗКЕТ D3566-5 GASKET WEARPAD 
D3564-13 я ВЕЕ 
с WEARSHOE D3566-1 L c 
REF GASKET D3553-1 
03564-3 í 
AN3C4A BOLT (1) WEARSHOE SHOP COPY 
AN960C10L WASHER й ) T — ud 
WEARSHOE AN3C6A BOLT WEARPAD ENGINEERING 
АМЗСВА BOLT (1) D3564-5 АМЗСАА BOLT (1) NEA BOLT AN960C10L WASHER КЕР UNCONTROLLED COPY 
AN960C10L WASHER (1) WEARSHOE AN960C10L WASHER (1) ο ο МАЗНЕК Pig ; : 
PL 20 PL 
š AN3C7A BOLT | E L 
AN960C10L WASHER ` CHGB 
8 PL | E. 
D3391-041 ASSEMBLY 
DRAWING UPDATED TO CURRENT STANDARDS. } 
SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 00.438 DIM 
WAS 4 РГ. ADDED 20.499 DIM AND 03591-1 BUSHING. АЈ5 08.08.20 
B SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 @0.438 DIM Дора B 
WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. | 
(FOR FURTHER INFO ЗЕЕ 0819364 8 МСК 08-074) 
REPLACE NAS INSERTS W/ AELS INSERTS i 
G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 07.07.31 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
| ADD SS WEARSHOE, GASKET 701.18 
03391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST F | REMOVE FWD SADDLE HOLE -011/-021 EM | 2-01: 
Anak ET | SENERAL NOTES | E | CHANGE TOLERANCE, EASE MANUFACTURE Î PH | 060425 | 
оза | D | UPDATE TOLERANCE, CHANGE HOLE SIZE | PH | 060123 | 
exu ο eee ΕΕ COAT WHITE 4.35.1) PER DART QS! 006 42 PH 
03391-013 ___ TMD TUBE ASSEMBLY _________ POWDER COAT WHITE (4.3.5.1) PER DART 051 005 4.3 : 
—— “AFT TUBE ASSEVELY 2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH | B |DRAWNGUPDATES [НТ 050610 | 
EET WEARSHOE AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH | ^ |wewssu РН | 050207 | 
Бава a ANGGE то s LPS LABORATORIES "LPS PROCYON” AFTER FINAL ASSEMBLY, CLEAN EXCESS 
aches, 1 995661 GASKET MPH OFF POWDER COATING WITH MEK : DESIGN | PH | RT АЕВО 
A Dagat BUSHING 3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED — sh ον ο E 
Гоа 1036723 ; WASHER 4) UNITS: INCHES UNLESS OTHERWISE NOTED (CHECKED. | | DRAWING NO REV. H 
a a weas 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES A | ( 
e Anser atr ος FOR WEARSHOE INSERTS. СВОВЕ AS NOTED AND INSTALL INSERTS EXCEPT A. |03391 SHEET 1 OF 8 
[aa —Гамовостос WASHER WHERE INDICATED. [APPROVED | АМ, [TITLE SCALE 
Ha WASHER [РЕ APPR. | HF |412 FLOAT SKIDTUBE NTS 


о 
i 
> 
4 
m 


08.08.20 


NOT ТО ВЕ USED FOR ANY PURPOSE OR СОРИ 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


N 
> 


! 
| 


THIS DOCUMENT 15 PRIVATE AND CONFIDENTIAL AND 1$ SUPPLIED ON THE EXPRESS 
IED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 


CONDITION THAT IT IS 


D 
SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 
D3391-021 AN SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY PRIOR TO INSTALLATION OF 93391095 
TRANSFER DRILL THRU D3391-023 WEARSHOES “ АЕТ TUBE ASSEMBLY 
D3391-021 OPEN TO MID TUBE ASSEMBLY 
990.438 0.000. 
TRANSFER DRILL THRU D3553-3 C 


D3391-021 OPEN TO @0.499 GASKET 
AND INSTALL D3591-1 BUSHING — “. REF 
D3566-13 GASKET 
REF D3566-1 GASKET a D3566-5 GASKET 
D3564-13 3537-7 
WEARSHOE D3506-1 EAD 
REF GASKET D3553-1 WEAR 
GASKET REF 


AN3C4A BOLT D3564-3 REF 


WEARSHOE 
AN960C10L WASHER bieba ο. 
WEARSHOE AN3C6A BOLT 
AN3C6A BOLT АМЗСВА BOLT AN960C10L WASHER ВЕР 
AN960C10L WASHER D3564-5 AN3C4A BOLT AN960C10L WASHER 4PL 
2PL WEARSHOE AN960C10L WASHER 6 PL AN3C7A BOLT 
20 PL | AN960C10L WASHER 
8 PL 
D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


| PART NUMBER 


GENERAL NOTES 


QTY 
:043 


x 03391-043 


— 1 | 03391-021 


DESCRIPTION 


FLOAT SKIDTUBE ASSEMBLY 


1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


FWD.TUBE ASSEMBLY 


1153391023 _________ MID TUBE ASSEMBLY 2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 


OFF POWDER COATING WITH MEK DEGREASER. 


WEARSHOE 
WEARSHOE 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 


; АМЗСЗА 


12 : AN3C6A 


— 8 ANSC7A 
AN960C10L 


FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT DART AEROSPACE USA, INC |, 
WHERE INDICATED. PORT HADLOCK, WA 


CHECKED | Ë [DRAWING NO. REV. H 
MFG. APPR. | 72: |03391 SHEET2 OF 8 
APPROVED | М |ТПЕ SCALE 
DE APPR. É- |412FLOAT SKIDTUBE NTS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC Re 
08.08.20 И AN OTHER PERSON НОН 


WRITTEN PERMISSION FROM DART AEROSPACE USA. INC. 


5 4 3 2 1 


30.1 
DIST TO CENTER OF BEND 


13° REF 


13.0 
DISTANCE TO 
TANGENT POINT 


REF 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


63.750 ΒΟ 031 3.300° 900 
REF 
@3.750 
REF 
3.590*0.025 03.460 
(03.460 B -0.010 23 750 
REF @3.460 : 
REF | 
| | | -_ 0.687*0.010 -- pa 14290050 
.00/ 0.000 
SECTION А-А SECTION В-В SECTION С-С 5НОР СОРУ 
SCALE 2X SCALE 2X SCALE 2X RETURN TO 


ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 


4.250 | 
REF 

VIEW 2-2 

SCALE 2X 


DESIGN 


P DART AEROSPACE USA, INC 
a πώ O ЧЫЙ ДАШ; 
ИШ: 


[CHECKED | j Î DRAWING NO. REV. H 
am | 03391 SHEET3 OF 8 
APPROVED | ДД” [nme SCALE 
[СЕ APPR. | — 7 |412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
0 8 0 8 THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
A a NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART АЕКОБРАСЕ USA. ING. 


8 7 6 5 4 3 2 1 


DETAIL 


ату - 


DRILL #4 (60.209). 


2 
2.79 


4 PL 


DRILL THRU 21/64" (20.328) 


CSINK 00.438 x 45° 


(BOTH S 


D 


QTY - 


| X | [03391-011 


PRIOR TO PAINTING 


4.000 
.000 


9PL 20.640 


IDES) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 


GRIND FLUSH 


D3566-13 GASKET 5 


03564-13 ang 


D3391-011 ASSEMBLY DETAIL 


PART NUMBER 


DRILL 00.297 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


10PL 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10PL 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 


DESCRIPTION 
FWD TUBE ASSEMBLY 


x | 03391-021 FWD TUBE ASSEMBLY 
1 D6013-047 FWO TUBE 
03401-041 ТОМ/ САР 
03564-13 WEARSHOE 
1 1 03566-13 GASKET 
| 9 | 4 103670-42200 “<< [SPACER | 
be PAA 


BOLT 


10 


10 


10 AN960C10L 


WASHER | 


AELS-1032-130 


10 


INSERT 


AELS-1032-225 


INSERT 


D3391-011 DRILLING DETAIL 


AN3C4A BOLT 
AN960C10L WASHER 


D3401-041 
TOW CAP 


SEAL WITH 
SIKAFLEX-241/-291 


8.000 


DRILL #4 (@0.209) DRILL @0.297 


DRILL @0.297 nita 5 
C'BORE (20.430 X 0.040 CBORE 90.430 X 0.040 
THIS LOCATION ONLY THIS LOCATION ONLY 
2PL 0.500 2PL 
DRILL THRU 21/64" (20.328) 
4PL 20.640 
C'SINK 20.438 х 45° 725 
DRILL 20.297 
(DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) SADDLE HOLE, REF) 
D3391-021 DRILLING DETAIL 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING с 
4 PL 
INSTALL INSTALL ` INSTALL 
AELS-1032-130 DETAIL D AELS-1032-225 AELS-1032-130 
THIS LOCATION ONLY AFTER FINISH THIS LOCATION ONLY 
AFTER FINISH 10 PL AFTER FINISH 
2PL 2PL 
D3566-13 GASKET ~ 
D3564-13 ма 
WEARSHOE AN3C4A BOLT 
AN960C10L WASHER 
6PL SHOP COPY 
RETURN: TO B 


D3391-021 ASSEMBLY DETAIL 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
4 PL 


резом | PH | DART AEROSPACE USA, INC 
SCALE ЭХ A 


CHECKED | — M [DRAWING NO. REV. H 
MFG. APPR. | ПД |03391 SHEET4 OF 8 
APPROVED | ant, [TITLE SCALE 


[А 
DE APPR. | “ΙΙ |412 FLOAT SKIDTUBE NTS 
COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
DATE 08 0 8 2 THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
$ 5 NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC 
5 4 3 2 1 


i (20.188 


18.500 
22.500 
26.500 
30.500 


i G 
i g | TYP REFER TO 
DISTANCETO | H ë DETAIL K 
FWD ЕМО ОР | ni Ed ода EIE | 
03389-1 МЕВ REFER TO © [Г тт т т т ттт И 
4.94 CAE: IH EHH 
DETAIL J == ENG DISTANCE TO 
0.50 о H END OF WEB 
о 
x = 20.438 4.19 
с 5 DETAIL Е τσ. REF 
DETAKL J DRILL THRU 21/64" (60.328) DETAIL K 
=== CSINK 00.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL SCALE 4X 


SCALE 4X 12PL 


WELD INTO PLACE 


INSTALL . 


& GRIND FLUSH 
D3681-1 SPACER (BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
45° Ен ТО 3.800 
45° TYP W |Z < (0.7 ЕВОМ ВОТН ЕМОЗ) 
TYP > X дал Ж A DRILL 202297 
Y 1 INSTALL АЕ 5-1032-130 INSERT REMOVE 0.030 
| e FINISH FROM TOP AND BOTTOM 
TO 3.610 
SECTION G-G SECTION H-H 12PL SECTION X-X DRILL 90.297 SECTION y-y SHOP COTY 
S CALE SX SCALE SX “SCALE 5X | INSTALL AELS-1032-130 INSERT SCALE 5X RETURN TO 
| М527039С1-09 SCREW ENGINEERING 


D3672-1 WASHER - твом COP 
AN960C10L WASHER UNCONTRO ο]: 
SUBJECT TO AMENUME 


AFTER FINISH ~ 
WITHOUT NOTICE 
ES — 


4 PL 
NO. JA 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


D3391-013 MID TUBE ASSEMBLY 
== N ees ee ----] 
| 1 102500-1-100 EXTRUSION 


D3389-1 
D36721 — _ MR ЖЕМ. SECTION M-M DRILL ο. 
03672-3 DETAIL Е SCALE 5X 

SCALE NONE 


ALS4-428-165 
AN960C10L 
AN960C416L ___ Вз лы 
MS27039C1-09 SCREW 


L 4 _|MS27039C4-08 


DART AEROSPACE USA, INC x 
DRAWN | As PORT HADLOCK, WA 
[CHECKED | ἈΠ ОКАУИМС ΝΟ. REV. H 


МЕС лева. | Z [03391 SHEETS Оға 
APPROVED | Ay | тт SCALE 


DRILL 60.391 

INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 


D3391-013 MID TUBE ASSEMBLY | AN960C416L WASHER 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH DE APPR. И- |412 FLOAT SKIDTUBE NTS 


? COPYRIGHT © 2005 ВУ DART AEROSPACE USA, INC 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING 8ΙΚΑΕΙ ΕΧ-241/-291 PER QSI 015 4PL SECTION L-L DATE 
08 i 08 . 20 THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND tS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 


3) | WELDING: PER DART QSI 004 SCALE 5X 


NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT. 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC. 


8 7 6 5 4 3 2 1 


D 


ы муњу 


+0.00 
0.70 0.10 


+0.00 
ото 


ТҮР 10.500 


'FWD END OF REFERTO “71 ¿S| EL 
D3389-1 WEB DETAIL J | ي‎ рр) ЕЧ Y 
4.94 goce AA a —— —— 8 Descr, v Eh aT i TES 
Y [жек cS GN Ted 
REFER TO А 4.19 
x Ара DETAIL K REF 
DETAIL K 
DEUS DRILL THRU 21/64" (20.328) | SCALE 4X 
CSINK @0.438 X 45° (BOTH SIDES) 
5 PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 


& GRIND FLUSH 
(BOTH ENDS) ` REMOVE 0.225 


INSTALL 
D3681-1 SPACER 


FROM TOP AND BOTTOM 
45? TO 3.800 
TYP C5] (0.7 FROM BOTH ENDS) 
DRILL 20.297 
У | INSTALL AELS-1032-130 INSERT. REMOVE 0.030 ЗНОР COPY 
| а FINISH FROM TOP AND BOTTOM RETURN TO 
TO 3.610 ENGINEERING 
SECTION G-G ЗЕСПОМН-Н  5PL SECTION Х-Х SECTIONY-Y UNCONTROLLED C 
ALE 5X SCALE 5X SCALE 5X 


SCALE 5X 


SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 
QTY - PART NUMBER DESCRIPTION 


023 
X . D3391-023 MID TUBE ASSEMBLY 
/|..1 __02500-1-100 | EXTRUSION тата NE 
1 D3389-1 WEB 
5 D3681-1 SPACER 


Dg nee ater neg ee ee — 
20. AELS-1032-130 INSERT 
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PORT HADLOCK, WA 


CHECKED DRAWING NO. REV. H 


een | 
Turo. APPR | Z  |D3391 SHEETO OF 8 
Е 


412 FLOAT SKIDTUBE NTS 
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D3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051015 
3) WELDING: PER DART QSI 004 


NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC 
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A 


КЕЕ 


VIEW ВВ-В 


SCALE 4X 


1.526000 


L 


3.300 @3.500 j 


SECTION AA-AA 


SCALE 6X 


SECTION N-N 


SCALE 6X 


DETAIL S 
SCALE 4X 


MACHINE CONSTANT 
TAPER FROM 03.750 
TO 23.200 


DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


9.010 0.687 ا — 0.200 


-0.000 


Na. 03.750 


80.062 КЕР 


SECTION P-P 
SCALE 6X 


VIEW W-W 
SCALE 4X 


SECTION Q-Q 


SCALE 6X 


faperoven | Ay тт 
412 FLOAT SKIDTUBE 
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DETAIL V 


CHAMFER 
30°X0.060 DEEP 


DRILL #4 (@0.209) 
2 PL 


DETAIL V 
SCALE 6X 


No 03.750 


REF SHOP COPY 


RETURN TO 
ENGINEERING 
UNCONTROLLED CO Y 
SUBJECT TO AMENDME 


SECTION R-R 
SCALE 6X 


DART AEROSPACE USA, INC " 
PORT HADLOCK, WA 
DRAWING NO. REV. H 
Z D3391 SHEET7 OF 8 
SCALE 
NTS 
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1 


με; 


R30.0+2.0 


6 5 
36.000 
9 EQ. SPACES 4.000 
4.000 PITCH 


DRILL THRU 21/64" (20.328) 


7.00 14 PL 
9.1 REF DRILL @0.297 CSINK @0.438 X 45° 
DISTANCE BETWEEN HOLE AND 26 PL (BOTH SIDES) 
TANGENT POINT 53.7 


D3391-015 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 


GRIND 


FLUSH 


PRIOR TO PAINTING 
14 


св2 

03553-1 

сва САЗКЕТ 

D3537-1 

WEARPAD 

1-015 ASSEMBLY AND СВОКЕ DETAIL 

(SEE TABLE) АМЗСБА BOLT 
AN960C10L WASHER 
4PL 


-015/-025 AFT TUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 
015 025 


| X |_____| 03391-015 «<<< | AFT TUBE ASSEMBLY 
X | 03391-025 АЕТ ТОВЕ ASSEMBLY 
| 1 | 1 [06014090 | AFTTUBE 
D3537 АРА 
1 1 D3537-1 WEARPAD 
1 -— 03537-7 WEARPAD 
1 D3553-1 GASKET 
GASKET 
SPACER 
2 2 103672-1 WASHER 
14 14 | AELS-1032-130 INSERT 
12 12 | AELS-1032-225 INSERT 
4 ALS4-428-165 INSERT 
6 6 | АМЗСАА BOLT 
4 4 | AN3C5A BOLT 
10 10 | AN960C10L WASHER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


QTY CBORE 
D3391-025 


_ 20.430 X 0.170 
20.430 X 0.170 


свз 16 6 00.430 X 0.040 
πες ΝΟΝΕ 


AELS-1032.225 — 
AELS-1032-130 
AELS-1032-130 


AELS-1032-130 


PL 


CB4 
(NO CBORE) 


D3537-7 
WEARPAD 


АМЗС4А BOLT 
AN960C10L WASHER 
4PL 


SECTION U-U 
SCALE 3X 


DETAIL T 


4 3 2 1 
44.000 8.000 
R30.042.0 16.000 288 
PAP AN E e 4,240.25 
D 
DRILL THRU 21/64" (@0.328) 
7.00 4 PL 
эл REF DRIU d CSINK 60.438 X 45° 
DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
TANGENT POINT 537 
D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 
DETAIL T 
C 


(NO CBORE) 


D3553-1 
CB1 GASKET 
D3537-1 
WEARPAD 0353? 
АМЗСБА BOLT 
AN960C10L WASHER поета ет ASHER 
TER 4PL 
D3391-025 ASSEMBLY AND CBORE ОЕТА! 
(SEE TABLE) 
SEAL WITH 
SIKAFLEX-241/-201 
DRILL 20.391 
CBORE 90.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 
АМЗСАА BOLT 
D3672-1 WASHER с 
AN980C10L WASHER ОВЕ 
SECTION СС-СС SRE DETAIL T о ZD NA 
SCALE 3X SCALE 4X МО. 
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DESIGN | 


DRAWN 


CHECKED 
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mea FE 
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AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: Bacc λα Е Lu 
Job number: AYUS 

Part number: PABA ca 
Description: 

Welding Process: тр Migl ] . 


Base materiel: 
Current: AC[ ] DCI | 


TEST REQUIREMENTS AND RESULTS 


Visual: за fail[ 1 


Penetration: pass[ fail[ ] 
“ 

UNACCEPTABLE 

Cracks: pas, fail ] 
Undercut: y fail[ ] 
Pin holes: pass[X АЩ ] 
Overlap (cold lap) pass[- fail[ 1 
Porosity (surface): pass[ [7 fail[ ] 
Coloration: раа αφ fail[ ] 


Qualifier Pat . Мулла | 3 Date of Test Coupon QRERAY _ 
| Date of Test Coupon O g- O 7-44 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


H:\FORMS\Production\approved.prod.\Welding Coupon.Rev.A 


